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Uppfinningen avser en modifikation av for- 
faringssattet enligt n^got av patentansprdken 
1 eller 2 i svenska.patentet 145 141, varvid en 
innerganga upptages i en cylinderformad 
oppning i en hylsformad skarvdel till en berg- 
borrkrona. 

Det ar kant att framstalla losa bergborr- 
kronor for p&skarvning p4 bergborrstanger, 
vilka kronor aro anordnade utbytbara. Kopp- 
lingar till borrst^ngen finnas vid dylika borr- 
kronor i ett flertal utforanden. Man anyander 
ofta separata skarvstycken, sasom hylsor o. d., 
men det flnnes aven typer av kopplingar, yid 
vilka man anvander vid sjalva borrkronan in- 
g^ende delar. En dylik typ utgores av en vid 
borrkronan anbragt, bak4t oppen hylsa med 
hsd^kt koniskt vidgande inneryta, vilken pas- 
sar emot en motsvarande yia p4 borrst^ngen. 
En viss svarighet bar stundom forefunnits att 
fa en dylik borrkrona att sitta fast vid borr- 
st^ngen^ och bar man en gang lyckats med 
detta, kan det vara svSrt att vid behov av 
kronbyte lossa den. 

Man bar darfor aven konstruerat borrkro- 
nor, forsedda med bakit oppna hylsformade 
delar, vilka f orsetts med innergangor for p^- 
slu-uvning pa gangade tappar pa borrstangs- 
anden. Dylika ganger ha i allmanhet varit av 
den typ, som haft diskontinuerlig ytform, 
men man har aven framstallt dylika gangor 
av rund- (rep-) gangtyp, vid vilken senare en 
mycket fordelaktig kraftfordelning utefter 
gangan vid upptradande p^kanningar erh&l- 
lits. Samtidigt har man sluppit ifr^n brott- 
anvisningar och dylilct vid den gangade ytan. 
Hittills ha dylika gangor vid borrkronoma el- 
ler amnen till dylika framstallts medelst fras- 
ning, bearbetning, medelst fasonstil eller dy- 
likt, vilket varit forbundet med atskilliga 
nackdelar, bland annat p4 grund av att be- 
arbetningssparen haft samma stigning som 
gangorna och hylsan med borrkrona haft en 
tendens att gangas av. Man bar dessutom haft 
svart att tk jamn ytform pli den gangade ytan, 
utan man erhliller ofta ytdefekter av olika 



slag, vilka verka hindrande vid hopkoppling 
och fororsaka olagenheter av olika slag. Vid 
langre hylsdelar kommer aven elasticiteten i 
de frasen, fasonstalet etc. uppbarande orga- 
nen att p4 grund av p&kanningar, bearbet- 
ningsorganens tyngd m. m, medfora bojning 
med dimensionsfel, ytojamnhet o. d. som foljd 
for hylsdelens innerganga. 

Uppfinningen gar ut p4 ett forfaringssatt 
for undvikande av bar namnda nackdelar och 
kannetecknas darav, att ett 14ngstrackt h41- 
lareorgan, forsett med minst ett i vinkel mot 
dess langdriktning inspant skarstal, infores i 
oppningen och bringas att rotera excentriskt 
och under relativ matning i forh&Uande till 
skarvdelen, varvid skarst^let ikr bearbeta 
oppningens sidovaggar runt hela eller huvud- 
sakligen hela omkretsen. Ett dylikt forfarings- 
satt innebar en ekonomiskt och tekniskt for- 
delaktig losning av problemet att utforma in- 
nergangor vid skarvdelar till borrkronor. Me- 
delst detta forfaringssatt erhMles for de ut- 
borrade bearbetnings- eller skarsparen en 
stigning, vilken ar mindre an gangs tigningen. 
Harigenom erhalles for den fardigstallda 
skarvdelen med vidsittande borrkrona en tili- 
fredsstallande grad av lisning for att forhind- 
ra icke onskvard uppskruvning av pagangad 
borrlu-ona p^ borrst^ng, vilken icke samtidigt 
forhindrar avsett kronbyte. Man erh^ller sam- 
tidigt en relativt jamn och betraffande laktt 
och s&lunda toleransgranser tillfredsstallande 
yta for gangan, vilket aven detta innebar ett 
klart framsteg i forh^llande till tidigare vid 
dylika borrkronor utformade gangor. Dessa 
och andra fordelar bos fdrfaringssattet och 
den harigenom framstallda anordningen f ram- 
g^r narmare nedan. 

Av bifogade figurer visa fig. 1 i sektion en 
borrkrona med ingiende hyisdel och fig. 2 ett 
moment av forfaringssattet for framstallning 
av innerganga vid ett amne till en borrkrona. 
Fig. 3 visar ett verktyg for gangsvarvning och 
fig. 4 visar ett moment av gangsvarvningen i 
tvarsektion, fig, 5 ett borrkroneamne och fig. 
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6 visar, avenledes delvis i sektion, en borrkro- 
na med p4skruvad borrstdng. 

I fig. 1 visas en borrkxona 11 med hylsfor- 
mad, bakAtriktad, bakM oppen del 12, vars 
inneryta ar utformad med rundgangor (rep- 
gangor). Denna gangtyp har, som ovan 
namnts, visat sig lamplig for likformigt fdr-- 
delat upptagande av upptradande pakanning- 
ar vid slagborrning. Vid borrlcronans framre 
del aro anbragta skar 13 av h^dmetall, an- 
tingen av vanlig mejselskarstyp eiler annan 
typ, exempelvis for grovh.41sborrning med 
grovre dimension for kronan. I borrkronans 
framre parti utmynnar en^iellef flera spolka- 
naler 14 for spolmedium, vilka lampligen utgli 
fran en gemensam spolkanal, vilken kommu- 
nicerar med en spolkanal 15 i en pAskruvad 
borrst^ng. Namnda spolkanaler i borrkronan 
kunna, om sk onskas, anordnas aven p4 and-^ 
ra satt och/eller inkladas medelst n^gon lamp- 
lig infodring. 

I det visade fallet ar den hylsformade de- 
lens 12 innersta parti 16 cylindriskt och ut- 
format med storre diameter an namnda del i 
ovrigt, men detta ax givetvis endast en mojlig 
utforingsform bland mlinga andra. 

Rundgangorna 17 utformas lampligen me- 
delst svarvning, vilket narmare framg^ ne- 
dan. Aven annan liknande bearbetning kan 
givetvis tankas inom ramen for uppfinningen, 
dock med det villkoret, att bearbetningssp4- 
rets (splirens) stigning ar mindre an gang- 
stigningen, vilket medfor namnda fornamli- 
ga lasverkan, jamna ytform, motst^ndskraft 
mot slagp&kanning, icke minst pa grund av 
franvaron av storre brottanvisningar samt de 
ovriga vid beskrivningen av forfaringssattet 
angivna fordelarna. Innerytan m. m. kan 
lampligen aven vara uppkolad och eventuellt 
mS.lad utan att man samtidigt gkr miste om 
dessa angivna fordelar. Man kan aven i vissa V 
fall Mta den gangade ytan koniskt vidga sig | 
bakat. 

I fig. 5 visas ett amne till en borrkrona, be- 
arbetat enligt uppfinningens forfaringsatt, 
vilket amne annu ej smitts och forsetts med 
slcarsp4r och skar. Man ser har bearbetnings- 
sparen 18, vilkas stigning har ar ytterst obe- 
tydlig, dvs. mycket nara noil, och vasentligt 
mindre an gangstigningen. Ett lampligt for- 
hallande mellan dessa stigningar kan vara 
mellan 120: 1 och 150: 1 men kan givetvis 
aven varieras utanfor dessa granser. Gang- 
stigningen framg^r aven ur denna figiir, Ju 
mindre stigningen for sparet gores, desto mer 
kommer dettas olika varv att flyta in i var- 
andra, och man erhMler sAlunda en jamn yt- 
form utan skr, kanter av namnvard storlek 
m. m. Man kan i vissa fall na ytterligare yt- 
jamnhet (utan storre minskning av nyss- 
namnd Msverkan) genom att upptaga flera, 
varandra overlappande bearbetningsspAr, ex- 
empelvis genom att vid nedan namnt fdrfa- 
ringssatt utnyttja flera svarvstal, placerade 



antingen i jamnhojd med varandra eller efter 
varandra i krpnans 11 langdrilctning. 

Namnda hylsdelsforsedda borrkrona ar av- 
sedd att anvandas foretradesvis vid borrstang- 
er med grovre spolkanal, exempelvis av steg- 
valsad typ, och i jamforelse med den mot 
borrstangens spolkanal vettande spolkanalen 
i borrkronan bor lampligen gangstigningen 
for hylsdelens 12 rundganga vara mindre an 
diametern for namnda spolkanal 15, vilket 
betyder, att risken for icke avsedd avgangning 
p4skruvad av borrkrona ytterligare elimine- 
ras p4 grund av att upptradande svangnings- 
rorelser pk grund av borrslagen komma att 
dampas kraftigt vid gangorna. Det innebar 
aven mojlighet att anordna fler gangor (gang- 
varv) an vad som hittills varit vanligt vid dy- 
lika hylsforsedda borrkronor. 

Det kan f. o. namnas som ett lampligt mi- 
nimimMt for antalet gangvarv, att dessa bor 
vara till antalet minst tre for ern^ende av sa- 
ker fastskruvning av borrstangen. Det ar dock 
i allmanhet lampligt att utforma minst fern 
gangvarv i namnda hylsformade del for erna- 
ende av tillracldig sakerhet mot oavsiktligt 
lossande. Som ytterligare lampligt m4tt for 
rundgangorna kan angivas, att kamdiametern 
bor vara storre an 11/2 X gangstigningen 
och gaixgdiap et min d re an 1 /2 foretrad esjds- 
jnind re a n l/3„X~gijigsti^mngen._ 
'"""PTig. 6'^sas en borrkrona Tl, frainstalld 
medelst forfaringssattet enligt uppfinningen, 
fastskruvad p4 en i en borrst4ng utformad, 
gangad tapp 19. A^ven i detta fall har vid hyls- 
delens innersta parti utformats en cylindrisk 
del 16 med storre diameter an den gangade 
delens karndiameter. I detta fall har spolka- 
nalen i borrkronan 15 gjorts n4got fortrangd 
i forh^llande till spolkanalen 20 i avsikt att 
ernk okad stromningshastighet for spolmediet. 
Skaren 13 aro i detta senare fall placerade 
ungefar p^ samma satt som vid borrkronan 
enligt fig. 1. 

Forfaringssattet enligt uppfinningen for 
framstallning av rundgangor 17 till en i berg- 
borrkrona 11 med bak^t oppen hylsformad 
del 12 enligt vad som angivits ovan och i fig. 
1, 5 och 6 tillg^ s4, att en i en chuck (ej vi- 
sad, se i ovrigt fig. 2) eller dylikt inspand 
borrkrona 12 eller amne till en dylik (ej 
smidd eller forsedd med skar och/eller spar 
for dessa) bringas att rotera kring sin langd- 
axel 21 med en viss hastighet, medan ett or- 
gan 22, uppbarande ett eller flera svarvstal 
23, bringas att rotera med hogre hastighet an 
kronans kring en i forhallande till kronans 
etc. langdaxel 24 under viss matning i for- 
hallande till kronan 12, varvid skaret (ska- 
ren) 23 fa bearbeta delens 12 inre sidoyta. 
Matning kan antingen bibringas organet 22 
med skaret 23 i forhallande till kronan 12 
etc., eller vice versa, eller bagge dessa organ 
samtidigt med olika stor rorelse for organ och 
krona. Forutoin ovan namnda fordelar kan 
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ayen namnas en mycket snabb gaiigskarning 
utan behov av relativt komplicerade och si- 
Junda dyrbara verktyg. Har anvandes uteslu- 
tande for sjalva bearbetningen svarvstai av 
gangse typ, latt utbytbara och med fuUt ut- 
nyttjande av ett dyJikt svarvstils skarande 
egenskaper. Detta skarstai kan lampligen 
^^^ua"^"''* ' forsett med skareeg 

^I'dmetall. och om s& onskas kan, for er- 
iiailande av snabbare bearbetning och/eller 
j^mnare yta. (dock med bibehMlande av ovan 
namnd Msverkan) tvS eller flera sVarvstsll in- 
sattas 1 hailaren (organet) 22. Gangdjupet 
Kan latt varieras medelst variation av excen- 
tnciteten mellan axlarna (21, 24) (^ halva 
gangdjupet) och gangstigningen kan varieras 
medelst andring i matningen. Rotationsrikt- 
mngen for kronan 12 avgor gangriktningen. 
Vid rotation enligt fig. 4 och matning mot 
papperets plan for organet 22 erhalles hoger- 
ganga. Man kan om man s4 onskar gora mat- 
mngen for organet 22 (eller kronan) olikfor- 
mig 1 andamM att ernA varierande gangform 
tor samma hylsa. ° 

Mer i detaJj framgar gangsvarvningen av 
fig. 2 och 4. Organet 22 ar inspant vid chuc- 
ken 25, vilken liksom chucken for Itronan kan 
''^Sa svarv av gangse slag eller i en spe- 
?i i , x"^ andamalet konstruerad anordning. 
Medelst separata ej visade anordningar kan 
chucken 25 forskjutas i forhMlande till kro- 
nan, dvs. nyssnamnda excentricitet kan varie- 
^ff; 7^ ^^^^ installningen klar och svarv- 
stalet placeras vid hylsans 12 bakersta parti. 
Hylsan ar urborrad sSsom framg&r vid 26 i 
^- Rotationen for organ 22 och amne (kro- 
n » oo ^g^ngsattes, for organet med svarvsta- 
let 23 exempelvis 1000—1200 varv/minut och 
for amnet 12 7—9 varv/minut samtidigt som 
en mot gangstigningen svarande matnins bi- 
bnngas organet (organets forflyttning under 
ett varv for amnet). 

,r^f J^^^^^if* ^^^'^ ^''"g* ^^S- 4 "t ett runt 
spar, egenthgen spiralformat med liten stig- 
nmg (= forhailandet mellan varvtalet fir 
amnet och varvtalet for organet X gangstig- 
ningen). Vid ett varv for stilet har amnet vri- 
dits n^got, varfor for nasta varv for sUlet 
storsta gangdjupet kommer att ligga nW 
vinkelforskjutet i forMllande till motsvarfn- 
<ie for forsta varvet etc. PA detta satt erMlles 



en rund- (rep^) ganga p4 innerytan oeh den- 
na kan goras 14ng p4 grund av skarstMets 
^™^^sioner och ringa vikt med relativt 
^ u ^^J^i^gspdkanningar for skarstMet 23 
e^'^^^ sma dimensionsawikelser som 
^ ^i^'i., namnts kan ytan goras jamnare 
med flera stal eller ett stkl med flera skar- 
eggar. 

Under sjalva svarvningen, vilken avslutas 
vid det cylmdriska rummet 16 eller vid hyl- 
sans framre del i beroende av dennas utseen- 
de kan det ofta vara lampligt att anordna 
kylnmg, vilket i detta fall sker genom luft 
C eller olja) genom en kanal 27 i chuck 25 
och organ 22. Luftstrommen medfor samtidigt 
vid sin atergdng svarvsp^n etc, fr&n ean<:^- 
ytan. » & 

Organets narmare utformning framg^ av 
fig. 3, vilken visar en urtagning 28 for svarv- 
staiet med fastskruvar samt luftkanal 27, ul- 
mynnande vid organets framre yta Ct. v i fi- 
guren). 

Man kan pa liknande satt i hylsdelen 12 
5^ uu f^^^P<iande av flera svarvst^l utforma 
duhbel- eller flerganga med samma fordelar 
som vid ovannamnda enkelganga inom ramen 
tor uppfinnmgen, och aven andra variationer 
1 forfaringssatt aro mojliga inom ramen for 
det uppstallda patentanspraket. 

Patentansprak: 

Modifikation av forfaringssattet enligt ni- 
got av patentansprdken 1 eller 2 i svenska pa- 
tentet 145 141, varvid en innerganga upptages 
1 en cylmderformad oppning i en hylsformad 
skarvdel till en bergbprrkrona, kannetecknad 
darav, att ett langstrackt hallareorgan. forsett 
med mmst ett i vinkel mot dess langdriktning 
inspant skarst^l, infores i oppningen och 
bringas att rotera excentriskt och under rela- 
tiv matnmg i forh^Uande till skarvdelen, var- 
vid skarst^et far bearbeta oppningens sido- 
vaggar runt hela eller i huvudsak hela om- 
kretsen. 

Anforda publikationer: 

Pateniskrifter frdn 

Sverige 71 090, 83 243 och 145 141. 
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Translation of Swedish patent 181171 
SANDVIKENS JERNVERKS AB, S ANDVIKEN 
Method of producing round threads 
Addition to patent 145141 
Inventor: F U Hedstrom 

The invention relates to a modification of the method according to any one of claims 1 or 2 of 
Swedish patent 145141 in which an internal thread is taken up in a cylinder formed opening in 
a sleeve like connection part to a rock drilling bit. 

It is known to produce loose rock drilling bits for connection to rock drilling rods which bits 
are replaceable. Connections to the drill rod are available of several designs. One often uses 
separate connection pieces such as sleeves or the like but there are also types where one uses 
parts of the drill bit itself. One such type is a backwards open sleeve with a backwards 
conically widening internal surface being part of the drill bit which fits against a 
corresponding surface on the drill rod. A certain difficulty has sometimes been experienced in 
getting such a drill to be home on the drill rod and once one has succeeded with that it can be 
difficult when needed to loosen it. 

One has therefore also designed drill bits with backwards open sleeve like parts which have 
been provided with internal threads for screwing on to threaded studs on the drill rod end. 
Such threads have usually been of the type having discontinuous surface form but one has 
also produced such threads of round (rope) thread type at which latter a very advantageous 
distribution of force along the thread with existing loads is obtained. At the same time one has 
avoided kerfs and similar at the threaded surface. So far such threads on drill bits or blanks for 
such been produced by means of milling, working by means of forming tool or sindlar which 
has meant several drawbacks partly because the working grooves have the same pitch as the 
threads and the sleeve with drill bit has had a tendency to thread off. One has furthermore had 
difficulties to obtain an even surface form on the threaded surface but obtains often surface 
defects of different kinds which are hindering when connecting and cause inconveniences of 
different kinds. With longer sleeve parts the elasticity of the parts carrying the mill, the 
working tool etc. will because of loads and the weight of the working tools cause bending 
with dimension errors uneven surfaces and similar for the internal thread of the sleeve part. 

The invention aims at a method for avoiding here mentioned drawbacks and is characterized 
in that a long holding device provided with at least one cutting steel fastened at an angle 
relative to its longitudinal axis is entered into the opening and brought to rotate excentrically 
and under relative feeding relative to the connection part whereby the cutting steel works the 
side walls of the opening around the entire or substantially the entire circumference. Such a 
method means an economically and technically advantageous solution of the problem of 
forming internal threads of connection parts for drill bits. By means of this method one gets a 
pitch for the drilled working or cutting grooves which is smaller than the pitch of the thread. 
Through this one obtains for the finished connection part and the attached drill bit a sufficient 
degree of locking to prevent not desirable screwing off of a drill bit screwed onto the drill rod 
which at the same time does not prevent intended replacement of the drill bit. At the same 
time one obtains a comparatively even and as regards measures and thus tolerance limits 



satisfactory surface for the thread which even this means a clear step forward relative to prior 
threads formed in such drill bits. These and other advantages with this method and the device 
produced herewith become more clear below. 

Of the appended figures fig. 1 shows in section a drill bit with sleeve part and fig. 2 a phase of 
of the method for producing the inner thread in a blank for a drill bit. Fig. 3 shows a tool for 
tuming of threads and fig. 4 shows a phase of the thread turning in cross-section, fig. 5 a drill 
bit blank and fig. 6 shows partly in section a drill bit with a drill rod screwed on. 

In fig. 1 a drill bit 11 is shown with a sleeve formed backwards directed and backward open 
part 12 the inner surface of which is formed with round threads (rope threads). This thread 
type has, as mentioned above, turned out to be suitable for equaly distributed taking up of 
loads appearing at impact drilling. At the front part of the drill bit inserts 13 of hard metal are 
arranged either of the usual chisel type or another type e.g. for large-hole drilling with larger 
dimension for the bit. In the front part of the drill bit one or more flushing channels 14 for 
flushing medium debouch which suitably come from a common flushing channel which 
communicates with a flushing channel 15 in a screwed on drill rod. The mentioned flushing 
channels in the drill bit can if so desired also be arranged in other ways and/or be lined with 
some suitable lining. 

In the shown case the inner part 16 of the sleeve like part 12 is cylindrical and formed with 
larger diameter than otherwise for the mentioned part but this is of course only one possible 
embodiment among many other. 

The round threads 17 are suitably formed by means of tuming which is shown closer below. 
Even other similar working can of course be thought of within the frame of the invention 
however under the condition that the pitch of the working thread (threads) is smaller than the 
pitch of the thread which results in the mentioned superb locking action, even surface form, 
resistance against impact strain, not the least depending on the lack of larger kerfs and the 
other in the description of the method mentioned advantages. The inner surface and other 
parts can also suitably be carburized and possibly painted without loosing, at the same time, 
the mentioned advantages. One can also in certain cases let the threaded surface widen 
conically backwards. 

In fig. 5 a blank for a drill bit worked according to the method of the invention which blank 
has not yet been forged and provided with insert grooves and inserts is shown. Here one sees 
the working grooves 18 the pitch of which here is very insignificant i.e. close to zero and 
substantially smaller than the pitch of the thread. A suitable relation beteen these pitches can 
be between 120:1 and 150:1 but can of course be varied outside these limits. The pitch of the 
thread is also clear from this figure. The smaller the pitch of the groove is made the more will 
its different turns float into each other and thus one obtains an even surface form without 
wounds, edges of mentionable size etc. One can in certain cases reach further surface 
evenness ( without greater decrease of the mentioned locking action) by taking up more each 
other overlapping working grooves e.g. by using, in the mentioned method, several tuming 
steels placed either at the same level or after each other in the longitudinal direction of the bit 
11. 

The mentioned sleeve part provided drill bit is intended for use preferably with drill rods 
having coarser flushing channel, e.g. of staggered rolled type, and in comparison with the 
flushing channel of the drill bit directed toward the flushing channel of the drill rod the pitch 




of the thread of the round thread of the the sleeve part 12 should suitably be smaller than the 
diameter of the mentioned flushing channel 15 which means that the risk for unintended 
threading off of the drill bit is further eliminated because appearing vibratory movements 
caused by the drill impacts will be dampened forcefully at the threads. This means that there 
is a possibility to arrange more threads (threadtums) than what has so far been usual for such 
sleeve provided drill bits. 

It can also be mentioned that a suitable minimum number of thread turns that these should be 
at least three to obtain a safe firm screwing of the drill rod. It is , however, usually suitable to 
fonri at 'least five thread turns in said sleeve formed part to obtain safety against unintentional 
loosening. As a further suitable measure can be given that the core diameter should larger 
than 1 * the thread pitch and the depth of the pitch less than V2 preferably less than 1/3 * the 
thread pitch. 

In fig. 6 a drill bit 1 1 is shown produced with the method according to the invention and 
screwed on to a dowel 19 formed in a drill rod. Even in this case the innermost part of the 
sleeve part has been formed with a cylindrical part 16 with larger diameter than the core 
diameter of the threaded part. In this case the flushing channel 15 in the drill bit has been 
made somewhat baffled relative to flushing channel 20 in order to get increased flow velocity 
of the flushing medium. The inserts 13 are in this latter case placed in about he same way as 
in the drill bit according to fig. 1. 

The method according to the invention for producing round threads 17 for a rock drill bit 1 1 
with backwards open sleeve formed part 12 according to what has been said above and in figs. 
1, 5 and 6 is done such that one in chuck (not shown, see moreover fig. 2) or similar fastened 
drill bit 12 or blank to such (not forged or provided with inserts and/or grooves for these) is 
brought to rotate about its longitudinal axis 21 with a certain speed at the same time as a 
device 22 carrying one or more turning steels 23 is brought to rotate with a higher speed than 
the bit about a longitudinal axis 24 at the same time feeding it with a certain feeding speed 
relative to to the bit 12 whereby the cutting edge (edges) 23 work the inner side surface of 
part 12. The feed can either be brought to the device 22 with the cutting edge 23 relative to 
the bit 12 etc. or vice versa or both devices at the same time with different size of movement 
for device and bit. In addition to above mentioned advantages one can also mention a very 
fast thread cutting without need of relatively complicated and thus expensive tools. Here one 
uses exclusively for the working itself normal turning tools easily exchangeable and with full 
usage of the cutting properties of such a cutting tool. This cutting tool can suitably be made in 
or be provided with a cutting edge of hard metal and can if desired be provided with two or 
more turning steels inserted into the holder (device) 22 for obtaining quicker working 
(however while maintaining the above mentioned locking action). The depth of the thread can 
be varied by means of variation of the excentricity between the axes (21, 24) (approx. half the 
depth of the thread) and the pitch of the thread can be varied by means of change in feed. The 
direction of rotation of bit 12 determines the direction of the thread. With rotation according 
to fig. 4 and feeding towards the plane of the paper of device 22 one obtains a right-handed 
thread. One can if desired make the feeding of device 22 (or the bit) irregular with the aim of 
obtaining varying thread form on the same sleeve. 

The thread tuming is shown more in detail in figs. 2 and 4. The device 22 is clamped in the 
chuck 25 which like the chuck for the bit can be incorporated in a lathe of conventional type 
or in a device specially designed for the purpose. By means of separate riot shown means the 
chuck 25 can be moved relative to the bit which means that the mentioned excentricity can be 




varied. We now regard the setting complete and the turning steel is placed at the rearward part 
of sleeve 12. The sleeve is bored as is shown at 26 in fig. 2v The rotation for device 22 and 
blank (bit) 12 is started, for the device with turning steel 23 e.g. 1000-1200 rpm and for the 
blank 12 7-9 rpm at the same time as a feed corresponding to the pitch of the thread is given 
to the device ( the movement of the device during one turn of the blank). 

The tuming steel cuts according to fig. 4 a round groove, more precisely a spiral formed with 
small pitch (= ratio between blank rpm and device rpm * thread pitch). For one turn of the 
steel the blank has turned somewhat so that the largest depth of the thread for the next turn of 
the steel will be somewhat angularly displaced relative to the same for the first turn etc. In this 
way one gets a round (rope) thread on the inner surface and this can be made long because of 
the small dimensions of the cutting steel and small weight with relatively small bending loads 
for the cutting steel 23 and thus small resulting dimensional deviations. As mentioned the 
surface can be made more even with several cutting edges. 

During the tuming itself which is finished at the cylindrical room 16 or at the front part of the 
sleeve depending on its shape it can be suitable to arrange cooling which in this case is done 
by air (or oil) through a channel 27 in chuck 25 and device 22. The air stream at the same time 
carries cuttings etc. from the surface of the thread with its return flow. 

The detailed form of the device is shown in fig. 3 which shows a recess 28 for the tuming 
steel with fastening screws and air channel 27 exiting at the front surface of the device (at the 
left of the figure). 

One can in a similar way by using several tuming steels form two or several threads in the 
sleeve part 12 with the same advantages as with above mentioned single thread within the 
scope of the invention and also other variations of the method are possible within the scope of 
the claim. 

Claim: 

Modification of the method according to any one of claims 1 or 2 in Swedish patent 145141 
whereby an inner thread is taken up in a cylinder formed opening in a sleeve formed 
connection piece to a rock drilling bit, characterized therein that a long holding device 
provided with at least one angularly relative to its longitudinal direction clamped cutting steel 
is entered into the opening and brought to rotate excentrically under relative feeding relative 
to the connection piece whereby the tuming steel works the side walls of the opening about all 
or substantially all the circumference. 
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